
what is claimed is 
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1. Method for supJorting a web (1) during the post- 
processing of a wed of paper or board, the method com- 
prising the steps oil 

- passing the wlb from a preceding section to at 
least one next downstream located web treatment 
section (4) wheJein to at least one side of the web 
(1) is applied J treatment agent causing wetting of 
said side of saib web, and 
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- passing the web (1) exiting said web treatment 
section to at leist one dryer apparatus (8) - 



characteri 

- supporting the 
and unbroken mar 
section (4) to 

2 . Method accordi]; 
i z e d by compri$inc 



e d in that 



^eb (1) contactingly in a continuous 
at least from said web treatment 
yer (8) . 

claim 1, character- 
le steps of 



- drying the web (II) with at least one drying 
apparatus (3) priol: to passing the web to said web 
treatment section |4) , and 

- contactingly supporting the web in a continuous and 
unbroken manner at teast from said drying apparatus 
(3) preceding said leb treatment section (4) to said 
dryer apparatus (8)\located downstream next to said 
web treatment sectiqn. 
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3. Method according to blaim 2, character- 
ized in that the web\ (1) is supported by means of a 
dryer wire (2) of a pape^- or board making machine. 



4 



17 



4. Method according to \claim 2 or 3, charac- 
terized in that tfrie web is passed supported by a 
continuous support element (2) at least from a drying 
apparatus (3) preceding jpaid web treatment section (4) to 
the drying apparatus (8) (located downstream next to said 
web treatment section. 



5 . Method according to c 
i z e d in that the web 
downstream located web 
the continuous support e 
web treatment section . 



aim 2, character- 
(1) is passed to at least one 
trt^atment section (4) supported by 
l(;ment of the upstream preceding 



:.aim 1, character- 
(1) is passed supportedly and 



6 . Method according to c 
i z e d in that the web 
only partially dried froml an upstream preceding web 
treatment section to the fnext downstream located web 
treatment section . 



7 . Method according tc 
i z e d in that the 
same support elemen™ /{: 
section (4) and durij 
next downstream locc 



Laim 4, character- 
[1) is supported by one and the 
rough said web treatment 
entire web travel through the 
''ing apparatus (8) . 



8. Method accordiiYg to jplaim 1, character- 
ized in that the webl (1) is supportedly passed from 
the upstream preceding, ieb- wetting treatment section to 
the next downstream located web treatment section and the 
web is dried so that at least a portion of the moisture 
content of the web is evaporated. 



9. Method according to cllaim 6, character- 
ized in that the web (1) is passed to said web treat- 
ment section in a conditibn optimized with respect to the 
requirements of the paper! grade being manufactured, the 
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investment costs, the 
overall energy consumpti 
quality or the like target 



frequency of web breakages, the 
on of the process, desired paper 
variable . 



10. Method according to 
i z e d in that the wef> 
support element against 
apparatus , advantageous 
coater, that serves to 
surface of the web. 



11. Method according t 
i z e d in that the web 



claim 1, character- 
is supported by means of a 
a member of the web treatment 

a film-transfer roll or blade 
pply a web-wetting agent to the 



claim 1, character- 
is dried by a microwave dryer, 
air- impingement dryer, cbntacting dryer, suction dryer or 
the like dryer means, whJerein the web is supported by a 
member of a material sudjtable for resisting the impact of 
said drying apparatus. 



12. Method according tL claim lorll, charac- 
terized in that jthe web is supported by means of a 
belt or surfaced belt dr fabric that is impermeable to 
moisture . 



13. Method accorc^i 
terized in 
wire, fabric, por 
that is permeable or 
medium. 



aim lorll, charac- 
tihe web is supported by means of a 
el\: or porous or perforated belt 
absorbent to a liquid or gaseous 



14. Method according to claim 1, character- 
ized in that at :.east one surface of the web is 
coated with a coatincf which is transferred with the help 
of a movable member g)assing through an application nip or 
area . 



15. Method according 
i z e d in that sai 



to claim 14, character- 
application nip or area is formed 
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by a loading element such 
shoe . 



16. Method according to claim 1, 



i z e d in that the web 
treatment section by air- 



as a roll, belt or sliding 



character 



LS supported in the first web 
et support means, after which 
the web is passed onto a /contacting support element for 
spreading the web, subjecting the same to measurement of 
process qualities or suJportingly passing the web to 
subsequent web treatment sections. 

17. Method according tto claim 1, character- 
ized in that the wfeb is supported by a plurality of 
successive support elinents and the web (1) is trans- 
ferred supportedly or guided by web guidance means (10) 
from one support element (2) to the next support element 
(11) in the successioi 



18. Method according 
terized in tha 
element to the next 
controlling means 

19. Method accord] 
terized in 
surface of at lea 
apply a coating. 




to claim lorlV, charac- 
the web is passed from one support 
web spreading or tension- 



claim lorl5, charac- 
e web (1) is pressed against the 
roll serving to form a nip and 



to claim 1 or 15, c h a r a c - 
zed in thaL the web (1) is pressed against the 
ne sliding shoe element serving to 
form a nip and allowihg a coat -applying planar element to 
slide thereon. 



20. Method according 
t e r i 

surface of at least o 



21. Method according Ito claim 1, character- 
ized in that a fiJst side of the web is supported by 
a movable continuous slipport element, while a coating is 
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applied to the second side of tke web using, e.g., a 
spray-coating method, a jet-coating method, a blade/rod 
coater or an applicator roll cdater. 

22. Method according to claim 1 or 22, charac- 
terized in that the web is adhered to the support 
element by means of air impingement or suction. 

23. Method according to claiifi 1, 2, 4, 5, 6 or 8, 
characterized by/ comprising the steps of 

- passing the web to a p^edryer cylinder group 
comprising at least one bryer cylinder and pressing 
the web against the cylinder by means of a single- 
wire support arrangement 

- supportedly passing the web to a treatment of the 
first side of the web/said web treatment comprising 
at least the applicat^o]|i of a coating and the 

the web, and 



spreading/ tensioning// of 



- passing the web 
side and then by 
arrangement to a 



a 
ms 



.ike treatment of its second 
)f a single-wire support 



stdryer group. 



24. Method according io claim 1, character 
i z e d in that the wLb is supported by a succession of 
support elements (2, 22, 24, 25, 11) whose surface 
qualities are selected so that the adherence of the web 
at the cross-over poiAt of said support elements is 
stronger to the downstream next, receiving support 
element than to the upstream preceding, delivering 
support element . 



25. Method accordin< 



to claim 24, character- 
ized in that the I web is supported by elements in 
which the surface of the delivering support element is 
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more hydrophilic than the surface of the recei/ing 
support element . 
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26. Method according to claim 24, c h a/r a c t e r - 
i z e d in that the web is supported b/ elements in 
which the surface of the delivering s/pport element is 
softer than the surface of the recej^ing support element 

27. Method according to claim 2^, character- 
ized in that the web is suG^>orted by elements in 
which the surface of the deli-vering support element (24) 
has a coarser texture than /he surface of the receiving 
support element (2 5) 

28. Method according claim 24, 25, 26 or 27, in which 
method the web treatm/nt device is a film- transfer 
coater, char^c/terized by comprising the 
steps of 



- passing t] 
(2) of the 



passu 



tri 



(1) transferred on the support wire 
to a first support element (22) , 

web (1) from said first support element 
(22) o/to the surface of a first film-transfer appli- 
cator/roll (24) , 

pAssmg the web supported by the outer circumferen- 
tial surface of said first film-transfer applicator 

)11 (24) onto a second film- transfer applicator roll 
^(25) , and 

- passing the web supported by the outer circumferen- 
tial surface of said second film-transfer applicator 
roll (25) onto a next downstream located contacting 
support element (11) . 



29. Method according to claim lor24, charac 
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terized in that the web is supported by means/bf a 
movable element that can be, e.g., a metal, polyme/ 
glass fiber or carbon fiber belt, wire, felt or^b or 
band. 



10 



15 



30. Method according to claim 1, 15 or 24/ char- 
acterized in that the web is supported in the 
film-transfer coater by means of a support belt that 
serves to transfer a web treatment a^nt to the surface 
of the web. 

31. Assembly for supportedly gu/ding a web (1) during 
the postprocessing of a web of y^aper or board, said 
assembly comprising 

- at least one web treatment device (4) , 
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- at least one devi^fe (3) preceding said web 
treatment device, 

elements (f?)//q^ passing the web (1) from said 
preceding de|di6e^ to at least one next downstream 
located web M^Vient device (4) suited for applying 
to at least/eSieJirface of the web (1) a treatment 
agent thay we|:s the web, and 

elements for passing the web (1) to at least one 
dryer m) following said web treatment device. 
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char 



cterized by 



/t least one support element (2) for passing the 
wefD (1) in a continuous and unbroken manner at least 
pom said web treatment device to said next down- 
stream located dryer. 



32. Assembly according to claim 31, 



character- 




zed by 

- at least one dryer (3) for drying the web prio^to 
passing the web to said web treatment device (4/ . and 

- a support element for contactingly suppo]?^ing the 
web (1) in a continuous and unbroken mamifer at least 
from said dryer (3) preceding said web/treatment 
device (4) to said dryer (8) locate^ownstream next 
to said web treatment device. 



33. Assembly according to claim 2'1, character- 
ized in that said element f/r passing the web (1) is 
a dryer wire (2) of a paper 



boardmaking machine 



34. Assembly according t^ claim 31, character- 
ized by a single coj?itinuous support element (2) being 
used for passing the Web in a supported manner at least 
from said dryer (3) /receding said web treatment device 
(4) to said dryer /s) located downstream next to said web 
treatment devtae, 

Ecording to claim 31, character- 
siYigle continuous support element being 
sing the web (1) to at least one next down- 
reatment device from an upstream preceding 
device . 

36. Xssembly according to claim 35, character- 
1 z/e d by one and the same support element (2) being 
us^ for supporting the web (1) through said web treat - 
m^t device (4) and during the entire web travel through 
the next downstream located dryer (8) . 



37. Assembly according to claim 31, character 
i z e d by having at least one support element adapted 
to support the web (1) so as press the web against a 
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member of the web treatment section, advantageously 
film-transfer roll or blade coater, that serves to ^pply 
a web-wetting agent to the surface of the web, 

38. Assembly according to claim 31, character- 
ized by at least one microwave dryer, ai^/- impingement 
dryer, contacting dryer, suction dryer or t^e like dryer 
apparatus, wherein the web is supported m a member of a 
material suitable for resisting the imp/ct of said dryer. 

39. Assembly according to claim 31 /6r 38, charac- 
terized in that said suppor/ element is a belt or 
surfaced belt/fabric that is imp^meable to moisture. 



15 40. Assembly according to cL^im 31 or 38, c h a r a c 
terized in that said/support member is a fabric, 
porous felt or porous/per£6rated belt that is permeable 
or absorbent to a liquid/or gaseous medium. 
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41. Assembly accor 
i z e d by at lea 
defining at leas 
nip or area at 1 
with a coating 
member passing 



g to claim 31, character- 
ne movable element capable of 

►plication nip or area in which 
■ne surface of the web is coated 
red with the help of said movable 
ough said application nip or area. 
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42. Assembly according to claim 41, character 
i z e d by^ having said application nip or area defined 
with the h4lp of a loading element such as a roll, belt 
or slidiag shoe. 
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43. Assembly according to claim 31, character- 
ize /d by a plurality of successive support elements 
serv/ng to support the web and to transfer the web (1) 
sup/ortedly or guided by web guidance means (10) from one 
surz(port element (2) to the next support element (11) in 
tne succession . 
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44. Assembly according to claim 31, c h a r a c/t e r 
i z e d by means for supportedly pressing a fir^t side 
of the web against a movable continuous suppox/ element 
5 and means for applying a coating to the seco/d side of 
the web using, e.g., a spray-coating methoji, a jet- 
coating method, a blade/rod coater or any^pplicator roll 
coater . 

10 45. Assembly according to claim 3yor 44, charac- 
terized by air- impingement /or suction means for 
adhering the web to the support /felement . 
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46. Assembly according to c^^aim 31, character- 
ized in that the surfaczfe of the support element is 
patterned with a desired /urf ace texture serving to make 
a desired surface or^ ba^ coating pattern on the web side 
to be treated. 



47 . Assembly acc 
i z e d by a sue 
25, 11) serving 
having their svir 
adherence of /the 




tiUnq to claim 31, character- 
e^ion of support elements (2, 22, 24, 
pport the web, said support elements 
Equalities so selected as to make the 
web at the cross-over point of said sup- 
port element^ stronger to the downstream next, receiving 
support el«4ent than to the upstream preceding, deliver- 
ing support element. 
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48. Assembly according to claim 47, character- 
1 z 9^ d in that the surface of the delivering element is 
mor/ hydrophilic than the surface of the receiving 
element . 



Assembly according to claim 47, character 
^1 z e d in that the surface of the delivering element 
(24) has a coarser texture than that of the surface of 
the receiving element (25) . 
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50. Assembly according to claim 47, charagj^ter- 
i z e d in that the surface of the delivering >61ement 
(24) is softer than the surface of the receiv/ng element 
(25) 
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51. Assembly according to claim 47, 48 at 49, in which 
system said web treatment device is a f/lm-transf er 
coater, characterized b^ 

- a support wire (2) of the drv^r serving to pass the 
web (1) to a first support el^ent (22) on which the 
web (1) is transferred onto /the surface of a first 
film-transfer applicator rc/ll (24), 

- a second f ilm-transf ej/ applicator roll (25) serving 
to receive the web whi/h has been transferred and 
supported by the surface of the first film-transfer 



applicator roll (2> 



- a next downs t 
element (11) se 
been transferr 
second f ilm-tytaiL 



)/, and 



cated, contacting support 
.n]g to receive the web (1) which has 
ank supported by the surface of the 
sfer applicator roll (25) . 
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52. Assembly ajzfcording to claim 30 or 47, charac- 
terized/ in that the web is supported by means of a 
movable element that can be, e.g., a metal, polymer, 
glass fibe^ or carbon fiber belt, wire, felt or web or 
band. 



